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IN THE CLAIMS 

Please amend Ihe claims as shown in the following detailed claim hsting. The detailed 
claim listing is intended to reflect the anieBdinsnt of previously pending claims 10-37, The 
specific amendments to individual claims are detailed m thts following detailed claim listing. 

1 . (WITHDRAWN) A process for compression molding of a fine grained mixture of a resin 
and at least 50% filler material into a highly detailed molded part, comprising the steps of; 

forming, at a first pressure, a preform of resin and filler mixture in a predetermined 
weight sufficient for molding the molded part, the cross sectional area of the preform being 
snhstanti ally less than the area of the part to be molded; 

positioning the preforai in a mold cavity at about the geometrical center of the product 
outline; and 

molding the preform into the molded part by compressing the preforai between mold 
segments defining the mold cavity in a molding machine which closes and applies pressure to the 
halves of the mold cavity to apply a second pressure to the molded part within a time interval 
sufficient to fluidize and flow the material to all parts of the mold cavity prior to the onset of 
curing of the resin in the mold. 

2. (WITHDRAWN) The process of claim 1 wherein the first pressure i$ at least 400 psi. 

3. (WITHDRAWN) The process of claim 1 wherein the second pressure is at least 300 
tons. 

4. (WITHDRAWN) The process of claim 1 wherein the time interval is within about 0.5 to 
3 seconds. 

5. (WITHDRAWN) The process of claim 1 wherein the filler material is graphite. 

6- (WITHDRAWN) The process of claim 5 wherein the graphite comprises at least about 
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50% of the mixture by weight 

7. (WITHDRAWN) The process of claim 1 wherein the forming of the preform is 
performed on a sepaiate press 

8. (WITHDRAWN) The process of claim 1 wherein the preform is maintained in a climate 
controlled environment between the forming and the molding steps. 

9. (WITHDRAWN) The process of claim 1 wherein the molding process also includes 
applying a vacuum to the mold cavity as it is closed and maintaining the vacnnm in the mold 
cavity throughout the molding process. 

10- (C-urrcntly Amended) A mold assembly maohino for molding a plato from i ^ 
t hcrmojotting preform matoricil uoing a thcrmooottiiig - oomprcoGion molding proccac, the maohinQ 
comprising: 

a first platen and mold cavity portion; 

a second platen and mold cavity portion^ the first and second mold cavity portions 
constructed and arranged for receiving in a mold cavity thereof; 

a preform comprising a thermosetting resin and at least about 50% by weight of a 
graphite filler material; ^4 

a press for perfonning a molding operatio n, wherein the tiress is capable of b^r rapidly 
forcing the first and second platen and mold cavity portions together in an interfitting 
relationship;, tliereby compressing the preform matorial into a molded plate with features therein 
defined by the first and second cavity portions : and 

wherein the molded plate includes at least one diaphragm area having a thinner web of 
molded material therein which is readily removable from the molded plate when it is put in use . 

1 1 . (Currently Amended) The mold assembly maohiiio of clahn 1 0 wherein the first and 
second platens each also comprise a plurality of heating elements embedded therein, the heating 
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elements constructed and arranged for mamtaining a selected elevated temperature of the first 
and second cavity portions during the tnolding operation. 

12. (Ctirrently Amended) The mold assembly maohino of claim 1 1 wherein temperature 
sensors are embedded in the first and second platens adjacent to at least one of the of the heating 
elements for providing a measurement of the platen temperature to temperature control circuitry 
driving heating elements adjacent to the temperature sensors, 

13. (Currently Amended) The mold assembly machine of claun 12 wherein each temperature 
sensor is positioned adjacent at least one heating element.and temperature control circuitry 
associated with it controls the temperature of those heating elements. 

14. Currently Amended) The mold assembly machino of claim 1 2 wherein the selected 
elevated temperature lies in a range between about 270 and 320 degrees Fahrenheit, 

15. (Currently Amended) The mold assembly ntaohino of claim 14 wherein the selected 
elevated temperature is maintained to within 5 to 1 0 degrees Fahrenheit across the molded part 
throughout the molding operation. 

16. (Currently Amended) T)ie mold assembly machine of claim 1 0 wherein the press opens 
the mold cavity by separating the mold cavity portions and at least one of the first and second 
cavity portions also comprises ejection devices positioned at various locations across the surface 
of the molded part, the ejection devices constructed and arranged for actuation during the 
opening of the cavity defined by the first and second cavity portions. 

17. (Currently Amended) The mold assembly macliinc of claim 1 6 wherein both of the first 
and second cavity portions comprise ejection devices, 

18. (Currently Amended) The mold assembly machino of claim 16 wherein the ejection 
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devices comprise a plurality of ejector pins mounted on a separate ejector plate for movement 
relative to a cavity portion during actuation to apply an ejection force to the molded part as the 
mold cavity opens. 

1 9, (Currently Amended) The mold assembly maohino of claim 10 whoroin tho molded part 
tnoludoQ aMcagt one diaphragm area having - o thinner v/cb of molded material t herein ^rhioh. iq 
roadily rcmoYablc from tho molded part ' whuon it io put in uac and wherein both of the furst and 
second cavity portions also comprise ejection devices at various locations across the surface of 
the diaphragm areas of the molded plate pe^, the ejection devices constructed and arranged for 
actuation during the opening of the mold cavity. 

20. (Currently Amended) Tlie mold assembly macbino of claim 1 0 wherein the first and 
second platen and mold cavity portions also comprise intcrfitting vacuum seals and the press 
B ft achino also includes vacuum manifolds communicating to the mold cavity for establisliing a 
partial vacuum between the first and second mold cavities during the molding operation. 

2L (Currently Amended) The mold assembly rnQohinc of claim 20 wherein the partial 
vacuum is established in the mold cavity before the mold cavity portions ar$ fully closed. 

22. (Currently Amended) The mold assembly rudchine of claim 10 wherein the first and 
second cavity portions are formed firom tool steel coated with a polyfluorotetraethylene material. 

23. (Currently Amended) The mold assembly maehinD of claim 1 0 wherem outside edges of 
the first and second cavity portions when the mold cavity is fully closed are constructed and 
arranged for providing a parting line gap of about approximately .007 inches remains open 
around the perimeter of the part upon completion of the molding operation, 

24. (Currently Amended) The mold assembly muohino of claim 23 wherein the first and 
second cavity portions have a projecting land portion around substantially their entire 
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circumference at the parting line, the land potions each being parallel to each other and the face 
of Lhe molded part and separated &om each other by about approximately ,007 inches when the 
first and second cavity portions are in a closed position. 

25. (Currently Amended) The mold assembly maohino of claim 1 0 wherein the press is 
capable of applying: applioo a molding pressure of at least about 300 tons within about 0,5 to 3 
seconds as the moldhig operation is performed. 

26- (Currently Amended) In a machin£? " for molding a plate from a thonuou o ttuig preform 
material ualng a ihcmioootting oomprcooion moldine process driven a high prcGjurc prooo, a A 
mold assembly comprising: 

a first platen and mold cavity portion; 

a second platen and mold cavity portion, the first and second mold cavity portions 
constructed and arranged for receiving in a mo id cavity thereof; 

a preform comprising a thermosetting resin and at least about 50% by weight of a 
graphite fi 11 er material; [ [,]] 

the first and second mold cavity portions constmcted and arranged for performing a 
molding operation , wherein when the press is capable of forcing r apidlT forooi] the first and 
second platen and mold cavity portions together in an interiitting relationship and compressing 
the preform material into a molded part with features therein defined by the first and second 
cavity portions. 

27. (Currently Amended) The mold assembly machine of claim 26 wherein the first and 
second platens each also comprise a plurality of heating elements embedded therein constructed 
and arranged for maintaining a selected elevated temperature of the first and second cavity 
portions during the molding operation. 

28, (Currently Amended) The mold assembly machine of claim 27 wherein the selected 
elevated temperature lies in a range between about 270 and 320 degrees Fahrenheit, 
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29. (Cuirently Amended) The mold assembly macMno of claim 26 wherein the selected 
elevated temperature is maintained to within 5 to 1 0 degrees Fahrenheit across the molded part 
throughout the molding operation, 

30. (Currently Amended) The mold assembly ma ohin o of claim 26 wherein the mold cavity 
portions are separable to open the mold and at least one of the first and second cavity portions 
also comprises ejection devices positioned at various locations across the surface of the molded 
part, the ejection devices constructed and arranged for actuation during the opening of the cavity 
defined by the first and second cavity portions. 

3 1 . (Currently Amended) The mold assembly maohino of claim 3 0 wherein both of the first 
and second cavity portions comprise ejection devices. 

32 . (Currently Amended) The mold assembly machiae of claim 30 wherein the cj cction 
devices comprise a plurality of ejector pins mounted on a separate ejector plate for movement 
relative to a cavity portion during actuation to apply an ejection force to the molded part as the 
mold cavity opens. 

33 . (Currently Amended) The mold assembly macliinc of claim 26 wherein the molded part 
includes at least one diaphragm area having a thinner web of molded material therein which is 
readily removable from the molded part when it is put in use and wherein both of the first and 
second cavity portions also comprise ejection devices at various locations across the surface of 
the diaphragm areas of the molded part, the ejection devices constructed and arranged for 
actuation during the opening of the mold cavity, 

34. (Currently Amended) The mold assembly macliino of claim 26 wherein vacuum 
providing means are provided for establishing a partial vacuum between the first and second 
mold cavities during the molding operation. 
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35, (Currently Amended) The mold assembly mnchinc! of claim 26 wherein the first and 
second cavity portions are formed from tool steel coated with a polyfluorotetraethylene material.. 

36, (Currently Amended) The mold asseniblv niachino of claim 26 wherein outside edges of 
the first and second cavity portions when the mold cavity is fully closed are constructed and 
arranged for providing a parting line gap of about approximately .007 inches remains open 
around the perimeter of the part upon completion of the molding operation, 

37, (Cuircntly Amended) The mold assembly maohino of claim 36 wherein the first and 
second cavity portions have a projecting land portion around substantially their entire 
circumference at the parting line^ the land potions each being parallel to each other and the face 
of the molded part and separated from each other by about approximately .007 inches when the 
first and second cavity portions are in a closed position. 
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